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Description
Technical Field

[0001] The present invention relates to a heat ex-
changer of a finned tube type employing flat tubes, an
air-conditioning apparatus using the same and methods
of manufacturing the same.

Background Artw

[0002] Conventionally, in a heat exchanger for car air-
conditioning system, since weight reduction is very im-
portant, a heat exchanger using aluminum flat multiport
pipes as heat transfer tubes is employed. Many of them
employ a system called corrugate and are configured by
setting fins made of aluminum thin plate material succes-
sively undulating between the flat tubes. Moreover, par-
tially, there also exists a structure called finned tube type,
in which fins are inserted across plural flat tubes.
[0003] On the other hand, in a heat exchanger used
for air-conditioning machine for home use or building use,
a finned tube structure employing copper cylindrical
pipes as the heat transfer tubes, in which many fins are
provided to cross plural heat transfer tubes, was main-
stream; however, in recent years, similar to the car air-
conditioning machine, the heat exchangers of the finned
tube type using the aluminum flat tubes as the heat trans-
fer tubes are employed in some cases (for example, refer
to Patent Literature 1).

[0004] JP 2013-007540 A is directed to a heat ex-
changer according to the preamble of claim 1 and an air
conditioner with the heat exchanger. This document also
refers to methods of manufacturing a heat exchanger
according to the preambles of claims 6 and 7.

[0005] The problemto be solved is to enable suppress-
ing the warp itself produced by the push-opening of open-
ing sides of notches by flat heat transfer tubes. This prob-
lem is solved by a heat exchanger that includes: flat heat
transfer tubes through which a working fluid passes
thereinside; and fins on which notches are juxtaposed
like a comb teeth in a longitudinal direction, wherein the
fins are laminated plurally with gaps, and the flat transfer
tubes are impacted in the notches. Furthermore, the
depths of the notches at both end sides are deeper than
those of central parts of the fins in the longitudinal direc-
tion.

Citation List
Patent Literature

[0006] PatentLiterature 1: Japanese Unexamined Pat-
ent Application Publication No. 2012-154497
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Summary of Invention
Technical Problem

[0007] However, in a heat exchanger using conven-
tional aluminum flat tubes having a structure including
opening ports for inserting the flat tubes into the fins,
there was a problem that, when a force was applied to
the fin from a direction to insert the flat tubes, a portion
of the fin protruding from an end portion of the flat tube
was likely to be deformed as compared to other portions,
and the fin was bent or crushed in manufacturing or as-
sembling.

[0008] The present invention has been made to solve
the problem as described above, and has as an object
to acquire a heat exchanger of the finned tube type, in
which a fin is not deformed even if a force is applied from
a side of the fin where opening ports for inserting flat
tubes exist, an air-conditioning apparatus using the same
and a method of manufacturing the same.

Solution to Problem

[0009] A heat exchanger of the present invention in-
cludes plural heattransfer tubes and plural fins each hav-
ing two opposing sides and plural opening ports on one
side, of the two sides, for inserting and fastening the plural
heat transfer tubes, and the heat exchanger is formed
such that the plural heat transfer tubes and the plural fins
cross each other, wherein three plural heat transfer
tubes, of the plural heat transfer tubes, at both end por-
tions and a center portion are fastened to the opening
ports in a state protruding from the one sides of the plural
fins toward the outside of the plural fins and having spatial
portions, which become gaps, with deepest portions of
the opening ports opposing the one side of the fin.
[0010] Furthermore, the present invention is directed
to an air-conditioning apparatus including the heat ex-
changer of the present invention.

[0011] Moreover, the presentinvention is directed to a
method of manufacturing a heat exchanger that includes
plural heat transfer tubes and plural fins each having two
opposing sides and plural opening ports on one side, of
the two sides, for inserting and fastening the plural heat
transfer tubes, the heat exchanger being formed such
thatthe plural heat transfer tubes and the plural fins cross
each other, characterized in that the method comprises:
placing the plural heat transfer tubes in parallel on a heat
transfer tube positioning member in a flat-plate shape;
fitting the opening ports of the plural fins over the plural
heat transfer tubes placed on the heat transfer tube po-
sitioning member; positioning the one sides of the plural
fins to be separated from positions in the heat transfer
tube positioning member where the plural heat transfer
tubes are placed; and brazing the plural heat transfer
tubes and the plural fins,wherein the plural heat transfer
tubes are fastened to the opening ports in a state pro-
truding from the one sides of the plural fins toward the
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outside of the plural fins.

[0012] Further, the present invention is directed to a
method of manufacturing a heat exchanger that includes
plural heat transfer tubes and plural fins each having two
opposing sides and plural opening ports on one side, of
the two sides, for inserting and fastening the plural heat
transfer tubes, the heat exchanger being formed such
that the plural heat transfer tubes and the plural fins cross
each other, characterized in that the method comprises:
arranging the plural fins in parallel on a flat tube insertion
jig; fitting the plural heat transfer tubes into the opening
ports of the plural fins; placing part of the plural heat trans-
fer tubes on protruding portions of the flat tube insertion
jig to create a difference in height from the heat transfer
tubes other than the part of the heat transfer tubes; and
brazing the plural heat transfer tubes and the plural fins,
wherein at least two of the plural heat transfer tubes are
fastened to the opening ports in a state protruding from
the one sides of the plural fins toward the outside of the
plural fins, and having spatial portions, which become
gaps, with deepest portions of the opening ports oppos-
ing the one side of the fin.

Advantageous Effects of Invention

[0013] With the heat exchanger of the present inven-
tion, even though a force is applied from a side where
the opening ports of the fin are provided, end portions of
the flat tubes protruding from the opening ports of the fin
receives the force, and thereby, it is possible to suppress
deformation of the fin.

Brief Description of Drawings
[0014]

[Fig. 1] Fig. 1 is a perspective view showing a heat
exchanger in Embodiment 1.

[Fig. 2] Fig. 2 is a cross-sectional view showing the
heat exchanger in Embodiment 1.

[Fig. 3] Fig. 3 is a plan view showing a fin of the heat
exchanger in Embodiment 1.

[Fig. 4a] Fig. 4a is a diagram showing a method of
manufacturing a heat exchanger in Embodiment 1.
[Fig. 4b] Fig. 4b is a diagram showing flat tubes
aligned on a flat tube positioning member in the
method of manufacturing a heat exchanger in Em-
bodiment 1.

[Fig. 5] Fig. 5 is a cross-sectional view showing a
heat exchanger in Embodiment 2.

[Fig. 6a] Fig. 6a is a diagram showing fins aligned
on a flat tube insertion jig in a method of manufac-
turing a heat exchanger in Embodiment 2.

[Fig. 6b] Fig. 6b is a diagram showing flat tubes
aligned on the flat tube insertion jig in the method of
manufacturing a heat exchanger in Embodiment 2.
[Fig. 7] Fig. 7 is a cross-sectional view showing a
heat exchanger in Embodiment 3.
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[Fig. 8] Fig. 8 is a plan view showing a fin of a heat
exchanger in Embodiment 4.

[Fig. 9] Fig. 9 is a plan view of a hoop material, which
is a material of the fin in Embodiment 4.

Description of Embodiments

[0015] Hereinafter, embodiments of the presentinven-
tion will be described based on the drawings. Note that
the present invention is not limited by the embodiments
described as follows, but rather by the appended claims.

Embodiment 1

[0016] Fig. 1 is a perspective view showing a heat ex-
changer in Embodiment 1 of the present invention.
[0017] Fig.2is across-sectional view showing the heat
exchanger in Embodiment 1 of the present invention.
[0018] Fig. 3 is a plan view showing a fin of the heat
exchanger in Embodiment 1 of the present invention.
[0019] The heat exchanger 1 of Embodiment 1 is a
heat exchanger of a finned tube type, in which, as shown
in Fig. 1, plural flat tubes 4 are arranged in parallel and
plural fins 2 are attached in a direction orthogonal to pipe
axes of the flat tubes 4. A fluid, such as refrigerant, flows
inside the flat tubes 4, and by forming the cross section
of the flat tube into a flat shape, it is possible to increase
an amount of the fluid, such as the refrigerant, without
increasing ventilating resistance, and accordingly, suffi-
cient performance as a heat exchanger is available even
in a case of being downsized.

[0020] The flat tube 4 is, for example, a multiport flat
tube including plural refrigerant flow channels inside
thereof. A cross section of the flat tube 4 is formed by
arc-shaped portions 4a and 4c at both end portions and
a pair of long side portions 4b connecting the arc-shaped
portions 4a and 4c. In other words, a flat shape including
a major axis in the direction of long side portions 4b and
a minor axis formed by the arc-shaped portions 4a and
4c is provided. A material of the flat tube 4 is desirable
to be made of metal that is excellent in heat transfer and
less likely to be corroded, for example, it may be consid-
ered to be made of aluminum or copper.

[0021] The fin 2 is, as shown in Fig. 3, substantially
rectangular in a planar shape thereof, and on one side
3a, plural opening ports 6, into which the flat tubes 4 are
inserted to be attached, are arranged in a row like the
teeth of a comb.

[0022] The opening port 6 has a shape of a long and
narrow cutout having a major axis from one side 3a to-
ward the other side 3b of the fin 2. As a fin material for
forming the fin 2, in general, an aluminum thin plate hav-
ing a thickness of the order of from 0.1 mm to 0.7 mm
wound around a reel like a hoop, or a fin material formed
into a sheet shape is used. The fin 2 is formed one by
one by sequentially separating many fins 2, which have
been formed into a predetermined shape by use of a
progressive press device, from the hoop-like or sheet-
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like fin material. Note that the fins 2 may be formed one
by one by a device other than the progressive press de-
vice.

[0023] The dimension of the width of the opening port
6 is substantially the same as the length of the minor axis
side in the cross section of the flat tube 4, which is the
length such that, when the flat tube 4 is inserted into the
opening port 6, fitted without any space therebetween.
[0024] Moreover, in a deepest portion 6a in a depth
direction of the opening port 6, an arc portion having sub-
stantially the same shape as the arc-shaped portion 4a
at the end portion of the flat tube 4 is formed, and the arc
portion and the arc-shaped portion 4a are configured to
contact each other when the flat tube 4 is inserted into
the deepest portion 6a of the opening port 6. Then, the
dimensions of the plural opening ports 6 in the depth
direction (the lengths from the one side 3a to the deepest
portion 6a of the fin 2) are the same lengths as one an-
other.

[0025] Here, in the heat exchanger of Embodiment 1,
asshowninFig. 2, inastate where the arc-shaped portion
4a at one end portion of the flat tube 4 contacts the deep-
est portion 6a in the opening port 6 of the fin 2, the arc-
shaped portion 4c at the other end portion of the flat tube
4 is in a state protruding from the one side 3a in the
opening port 6 of the fin 2. In other words, the depth
dimension of the opening port 6 is set shorter than the
length of the major axis side in the cross section of the
flat tube 4.

[0026] Then, a flat tube end portion tangential line 8
connecting the tip ends of the arc-shaped portions 4c of
the plural flat tubes 4 is linear and parallel to the one side
3a of the fin 2.

[0027] Note that, in the above, description has been
given of positional relationship with the flat tubes 4 by
extracting only one fin 2; however, as shown in Fig. 1,
since the plural fins 2 are attached to the flat tubes 4, the
positional relationship between all the fins 2 and flat tubes
4 is the same as the shape in Fig. 2. Moreover, an ex-
ample in which all of the flat tubes 4 are in a state pro-
truding from the one side 3a in the opening ports 6 of the
fin 2 has been shown; however, there may be a state in
which part of the flat tubes (for example, two or more)
are protruding from the one side 3a of the fin 2.

[0028] Next, a method of manufacturing a heat ex-
changer of Embodiment 1 will be described.

[0029] Fig.4aisadiagramshowingthe method of man-
ufacturing a heat exchanger in Embodiment 1.

[0030] Moreover, Fig. 4b is a diagram showing flat
tubes aligned on a flat tube positioning member 10 in the
method of manufacturing a heat exchanger in Embodi-
ment 1.

[0031] AsshowninFig.4a,asamanufacturing method
of assembling the fins 2 and the flat tubes 4, the plural
flattubes 4 are fastened onto a flat tube positioning mem-
ber 10 in advance, and moved in the axial direction at a
constant speed. Moreover, a method in which the fins 2
are held by fin holding units 12 of a fin insertion device
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9 one by one and moved to be inserted and fastened into
the flat tubes 4 arranged on the flat tube positioning mem-
ber 10 is generally adopted (for example, refer to Japa-
nese Unexamined Patent Application Publication No.
2012-30284).

[0032] Eachofthe pluralfin holdingunits 12is arranged
on the circumference of a drum 20, and circulates with
rotation of the drum 20. Then, each of the fin holding units
12 receives and holds a single fin 2, and applies the fin
2 being held to an outer circumferential surface of the flat
tube 4.

[0033] Holding of the fin 2 by the fin holding unit 12 is
carried out by, for example, the so-called vacuum ab-
sorption for absorbing the fin 2 by use of air suction. The
fin insertion device 9 is coupled to a cam follower (not
shown).

[0034] In consideration of heat transfer, fastening be-
tween the flat tube 4 and the fin 2 can be carried out by
brazing, soldering, welding, adhesive or the like.

[0035] As the method of manufacturing a heat ex-
changer of Embodiment 1, as shown in Fig. 4b, the flat
tube positioning member 10, on which fin contact mem-
bers 11 protrude, is applied to the fin insertion device 9,
to thereby assemble the fins 2 and the flat tubes 4.
[0036] In a case where such a fin insertion device 9 is
used, the one side 3a of the fin 2 where the opening ports
6 exist contacts the fin contact members 11 in insertion
operation, and thereby fastening is carried out in a state
where the arc-shaped portions 4c at the end portions of
the flat tubes 4 protrude from the opening port 6.
[0037] In other words, by arranging the upper end por-
tion of the fin contact member 11 above the lower ends
of the flat tubes 4 that contact the flat tube positioning
member 10 (the tip ends of the arc-shaped portions 4c),
the end portions of the flat tubes 4 come to be positioned
outside the one side 3a of the fin 2 where the opening
ports 6 exist. With this state, the fins 2 and the flat tubes
4 are brazed.

[0038] Then, the heat exchanger of Embodiment 1 is
able to prevent deformation of the fin 2 even though a
force is applied from the one side 3a of the fin 2 where
the opening ports 6 are provided, because the end por-
tions of the flat tubes 4 protruding from the opening ports
6 of the fin 2 receive the force. Moreover, by configuring
the air-conditioning apparatus by use of the heat ex-
changer 1 that is less likely to be deformed, there occurs
no increase in air resistance or no degradation in heat
exchanging efficiency of the heat exchanger part caused
by the deformed fin 2, and thereby an air-conditioning
apparatus with excellent cooling and heating perform-
ance becomes available.

Embodiment 2

[0039] In Embodiment 1, the flat tubes 4 are made to
be uniformly protruded from the opening ports 6 of the
fin 2, and the flat tube end portion tangential line 8 con-
necting the tip ends of the arc-shaped portions 4c of the
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plural flat tubes 4 is linear and parallel to the one side 3a
of the fin 2; however, the heat exchanger 1 of Embodi-
ment 2 includes a shape in which only the flat tubes 4 at
both end portions on the one side 3a of the fin 2 are
protruded from the opening ports 6.

[0040] Fig.5is across-sectional view showing the heat
exchanger in Embodiment 2.

[0041] In the heat exchanger 1 of Embodiment 2, the
shape of the fin 2 is assumed to have a bow in which the
one side 3a becomes an inner side.

[0042] At this time, there is provided a configuration in
which, of the flat tubes 4, the flat tubes 4 at the both end
portions protrude outside the one side 3a of the fin 2 so
that a tangential line 14 of the flat tubes 4 at the both end
portions is positioned outside a subtense 15 connecting
both ends of the one side 3a of the fin 2 with respect to
the heat exchanger.

[0043] The heatexchanger of Embodiment2 assumes
a case in which the bow is generated in the fin 2. When
the heat exchanger of the finned tube type depicted in
Fig. 1 is manufactured, in general, the fins 2 and the flat
tubes 4 are assembled first, and thereafter, brazing junc-
tion thereof is carried out. Depending on the manufac-
turing method, such as assembling operation or brazing
of the fins 2 and the flat tubes 4, a bow is generated in
the fin 2 in some cases.

[0044] There is provided the configuration of the heat
exchanger for protecting the one side 3a of the fin 2 from
an external force, in the same manner as Embodiment
1, even though the bow has a shape in which the one
side 3a of the fin 2 becomes the inner side.

[0045] A method of manufacturing such a heat ex-
changer will be described. Fig. 6a is a diagram showing
the fins 2 aligned on a flat tube insertion jig 16 in the
method of manufacturing a heat exchanger in Embodi-
ment 2. Fig. 6b is a diagram showing the flat tubes 4
aligned on the flat tube insertion jig 16 in the method of
manufacturing a heat exchanger in Embodiment 2.
[0046] First, as shown in Fig. 6a, the fins 2 are aligned
ontheflattubeinsertionjig 16 in a flat-plate shape. There-
after, as shown in Fig. 6b, the flat tubes 4 are inserted
into the opening ports 6 of the fin 2. At this time, there
are projections 17 at both end portions of the flat tube
insertion jig 16, and the amount of insertion of the flat
tubes 4 at the both ends into the opening ports 6 of the
fin 2 becomes small as compared to other flat tubes 4;
accordingly, the flat tubes 4 at the both ends are fastened
in a shape having spatial portions, which become gaps,
with the deepest portions 6a of the opening ports 6. With
this state, the fins 2 and the flat tubes 4 are brazed. Note
that, since the bow is generated in the heat exchanger
after the fins 2 and the flat tubes 4 are assembled, the
bow is not generated during the assembling operation.
[0047] In such a heat exchanger, even though the fin
2 of the heat exchanger 1 is bowed toward the one side
3a, the flat tubes 4 at both ends protrude from the one
side 3a of the fin 2, to thereby receive an external force
from the direction of the one side 3a, and therefore, it is
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possible to prevent deformation of the fin 2. Moreover,
by configuring the air-conditioning apparatus by use of
the heat exchanger 1 that is less likely to be deformed,
there occurs no increase in air resistance or no degra-
dation in heat exchanging efficiency of the heat exchang-
er part caused by the deformed fin 2, and thereby an air-
conditioning apparatus with excellent cooling and heat-
ing performance becomes available.

[0048] Note that an example in which only the two flat
tubes 4 at the both ends of the fin 2 protrude from the
one side 3a of the fin 2 has been shown; however, even
if other flat tubes 4 further protrude outward from the one
side 3a, similar effects can be obtained. Moreover, de-
pending on the protruding amount of the flat tubes 4,
there may be a configuration in which, not necessarily
the flat tubes 4 at both end portions, but some flat tubes
4 positioned inside thereof protrude.

Embodiment 3

[0049] In Embodiment 1, the flat tubes 4 are made to
be uniformly protruded from the opening ports 6 of the
fin 2, and the flat tube end portion tangential line 8 con-
necting the tip ends of the arc-shaped portions 4c of the
plural flat tubes 4 is linear and parallel to the one side 3a
of the fin 2; however, the heat exchanger 1 of Embodi-
ment 3, includes a shape in which three flat tubes 4 at
both end portions and a center portion on the one side
3a of the fin 2 are protruded from the opening ports 6.
[0050] Fig.7is across-sectional view showing the heat
exchanger in Embodiment 3.

[0051] The heat exchanger 1 of Embodiment 3 as-
sumes a shape of the fin 2 having a bow in which the one
side 3a becomes an outer side.

[0052] At this time, there is provided a configuration in
which, of the flat tubes 4, the flat tubes 4 at both end
portions and a center portion protrude outside the one
side 3a of the fin 2 so that a tangential line 19 of the flat
tubes 4 at the both end portions and the center portion
is positioned outside a curved line drawn by the one side
3a of the fin 2.

[0053] The heat exchanger of Embodiment 3 as-
sumes, similar to Embodiment 2, a case in which the bow
is generated in the fin 2. However, it is assumed that the
bow is in the direction opposite to Embodiment 2.
[0054] There is provided a configuration of the heat
exchanger for protecting the one side 3a of the fin 2 from
an external force, in the same manner as Embodiment
1, even though the bow has a shape in which the one
side 3a of the fin 2 becomes the outer side.

[0055] A method of manufacturing such a heat ex-
changer will be described. Similar to Embodiment 2, first,
as shown in Fig. 6a, the fins 2 are aligned on the flat tube
insertion jig 16 in aflat-plate shape. Thereafter, as shown
in Fig. 6b, the flat tubes 4 are inserted into the opening
ports 6 of the fin 2. At this time, by providing projections
17 at both end portions and a center portion of the flat
tube insertion jig 16, the amount of insertion of the flat
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tubes 4 at the both end portions and the center portion
into the opening ports 6 of the fin 2 becomes small as
compared to other flat tubes 4; accordingly, the flat tubes
4 at the both end portions and the center portion are
fastened in a shape having spatial portions, which be-
come gaps, with the deepest portions 6a of the opening
ports 6. With this state, the fins 2 and the flat tubes 4 are
brazed.

[0056] In such a heat exchanger, even though the fin
2 of the heat exchanger 1 is bowed with the one side 3a
being the outer side, the flat tubes 4 at the both ends and
the center protrude from the one side 3a of the fin 2, to
thereby receive an external force from the direction of
the one side 3a, and therefore, it is possible to prevent
deformation of the fin 2. Moreover, by configuring the air-
conditioning apparatus by use of the heat exchanger 1
thatis less likely to be deformed, there occurs noincrease
in air resistance or no degradation in heat exchanging
efficiency of the heat exchanger part caused by the de-
formed fin 2, and thereby an air-conditioning apparatus
with excellent cooling and heating performance becomes
available.

[0057] Note that an example in which only the three
flattubes 4 atthe both end portions and the center portion
of the fin 2 protrude from the one side 3a of the fin 2 has
been shown; however, further, even if other flat tubes 4
protrude outward from the one side 3a, similar effects
can be obtained. Moreover, depending on the protruding
amount of the flat tubes 4, there may be a configuration
in which, not necessarily the flat tubes 4 at the both end
portions and the center portion, but some other flat tubes
4 protrude.

Embodiment 4

[0058] In Embodiment 4, with respect to the shape of
the fin 2 depicted in Fig. 3 related to Embodiment 1, re-
cessed portions 6b are provided to the other side 3b. In
other words, the embodiment is different in the shape of
fin 2 from the heat exchanger 1 of Embodiments 1 to 3.
[0059] Fig. 8 is a plan view showing a fin of a heat
exchanger in Embodiment 4.

[0060] In Fig. 8, the opening ports 6 and the recessed
portions 6b are provided on the one side 3a and the other
side 3b, respectively, at the same positions opposing in
a lengthwise direction on the page. Moreover, the width
of the recessed portion 6b in the lengthwise direction on
the page and the width of the opening port 6 in the length-
wise direction on the page are formed equally.

[0061] Next, a manufacturing method for manufactur-
ing the heat exchanger 1 of Embodiment 4 will be de-
scribed.

[0062] The fin 2 of the heat exchanger 1 is manufac-
tured by processing a hoop material 30, which is the
sheet-like fin material wound around a reel.

[0063] Fig. 9is a plan view of the hoop material, which
is the fin material in Embodiment 4.

[0064] In Fig. 9, a direction of the hoop material 30
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passing through a press device is indicated by a hoop
material forwarding direction 31.

[0065] In Embodiment4,first, long holes 32 are formed
in the hoop material 30, and various kinds of projections
or cutouts for improving performance of the fin 2 are
formed by use of a press device including metal molds.
Next, the hoop material 30 is cut to a predetermined width
at a fin cut-off line 33, which is a position passing the long
holes 32, to form the fin 2.

[0066] Here, positions of the fin cut-off line 33 with re-
spect to the positions of the long holes 32 can be easily
changed by adjusting the press device including the met-
al molds. Accordingly, itis also possible to easily change
the depth of the opening port 6 and the recessed portion
6b of the fin 2 molded by use of such a hoop material 30.
[0067] With regard to the method of assembling the
fins 2 and the flat tubes 4, any of the method shown in
Embodiment 1, in which the fins 2 are held one by one
by the fin holding units 12 of the fin insertion device 9
and moved, to be inserted into the flat tubes 4 arranged
on the flat tube positioning member 10 and fastened, and
the method, as shown in Embodiment 2 or 3, in which
the fins 2 are positioned and aligned by a jig or the like
inadvance, and the flattubes 4 are inserted into the open-
ing ports 6 of the aligned fins 2 and assembled, may be
employed. Then, the fins 2 and the flat tubes 4 are finally
joined by brazing or the like.

[0068] Formaking the effect of preventing deformation
of the fin 2 remarkable, it is effective to allow the flat tubes
4 to have large protruding dimension; however, if the in-
sertion depth of the flat tube 4 into the opening port 6
becomes extremely shallow, the heat transfer perform-
ance of the flat tube 4 and the fin 2 is degraded.

[0069] In the method of manufacturing the heat ex-
changer 1 of Embodiment 4, it becomes possible to con-
veniently carry out fine adjustment of the protruding di-
mension of the flat tube 4 by adjusting the position of the
fin cut-off line 33 with respect to the positions of the long
holes 32.

[0070] Accordingly, itbecomes possible to arrange the
flat tubes 4 at most effective positions with respect to
conflicting function effects of the prevention effect for de-
formation of the fin 2 and the heat transfer performance.

Reference Signs List
[0071]

1 heat exchanger 2 fin 3a one side 3b the other side
4 flat tube 4a arc-shaped portion 4b long side portion
4carc-shaped portion 6 opening port 6a deepest por-
tion 6b recessed portion

8 flat tube end portion tangential line 9 fin insertion
device 10 flat tube positioning member 11 fin contact
member 12 fin holding unit 14 tangential line 15 sub-
tense 16 flat tube insertion jig 17 projection

19 tangential line 20 drum 30 hoop material 31 hoop
material forwarding direction 32 long hole 33 fin cut-
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off line

Claims

A heat exchanger (1) including plural heat transfer
tubes (4) and pluralfins (2) each having two opposing
sides and plural opening ports (6) on one side (3a),
of the two sides, for inserting and fastening the plural
heat transfer tubes (4),

the heat exchanger (1) being formed such that
the plural heat transfer tubes (4) and the plural
fins (2) cross each other,

characterized in that three plural heat transfer
tubes, of the plural heat transfer tubes (4), at
both end portions and a center portion are fas-
tened to the opening ports (6) in a state protrud-
ing from the one sides (3a) of the plural fins (2)
toward the outside of the plural fins (2) and hav-
ing spatial portions, which become gaps, with
deepest portions (6a) of the opening ports (6)
opposing the one side (3a) of the fin (2).

The heat exchanger (1) of claim 1, wherein the heat
transfer tube (4) is a flat tube (4).

The heatexchanger (1) ofany of claims 1 to 2, where-
in depth dimensions in the plural opening ports (6)
from the one side (3a) of the fin (2) are all in a same
dimension.

The heatexchanger (1) ofany of claims 1 to 3, where-
in, on an other side (3b), of the two sides of the fin
(2), recessed portions (6b) are formed on positions
opposing the opening ports (6).

An air-conditioning apparatus including the heat ex-
changer (1) of any of claims 1 to 4.

A method of manufacturing a heat exchanger (1)
that includes plural heat transfer tubes (4) and plural
fins (2) each having two opposing sides and plural
opening ports (6) on one side (3a), of the two sides,
for inserting and fastening the plural heat transfer
tubes (4), the heat exchanger (1) being formed such
that the plural heat transfer tubes (4) and the plural
fins (2) cross each other,
characterized in that
the method comprises:

placing the plural heat transfer tubes (4) in par-
allel on a heat transfer tube positioning member
(10) in a flat-plate shape;

fitting the opening ports (6) of the plural fins (2)
over the plural heat transfer tubes (4) placed on
the heat transfer tube positioning member (10);
positioning the one sides (3a) of the plural fins
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(2) to be separated from positions in the heat
transfer tube positioning member (10) where the
plural heat transfer tubes (4) are placed; and
brazing the plural heat transfer tubes (4) and the
plural fins (2),

wherein the plural heat transfer tubes (4) are
fastened to the opening ports (6) in a state pro-
truding from the one sides (3a) of the plural fins
(2) toward the outside of the plural fins (2).

7. A method of manufacturing a heat exchanger (1) that

includes plural heat transfer tubes (4) and plural fins
(2) each having two opposing sides and plural open-
ing ports (6) on one side (3a), of the two sides, for
inserting and fastening the plural heat transfer tubes
(4), the heat exchanger (1) being formed such that
the plural heat transfer tubes (4) and the plural fins
(2) cross each other,

characterized in that

the method comprises:

arranging the plural fins (2) in parallel on a flat
tube insertion jig (16);

fitting the plural heat transfer tubes (4) into the
opening ports (6) of the plural fins (2);

placing part of the plural heat transfer tubes (4)
on protruding portions of the flat tube insertion
jig (16) to create a difference in height from the
heat transfer tubes (4) other than the part of the
heat transfer tubes (4); and

brazing the plural heat transfer tubes (4) and the
plural fins (2),

wherein at least two of the plural heat transfer
tubes (4) are fastened to the opening ports (6)
in a state protruding from the one sides (3a) of
the plural fins (2) toward the outside of the plural
fins (2), and having spatial portions, which be-
come gaps, with deepest portions (6a) of the
opening ports (6) opposing the one side (3a) of
the fin (2).

8. The method of manufacturing a heat exchanger (1)

of claim 6 or 7, further comprising:

forming long holes (32) in a sheet-like hoop ma-
terial (30) in manufacturing the plural fins (2);
and

cutting the hoop material (30) at a position pass-
ing through the long holes (32).

Patentanspriiche

1.

Warmetauscher (1), umfassend mehrere Warmed-
bertragungsleitungen (4) und mehrere Rippen (2),
die jeweils zwei gegeniiberliegende Seiten und meh-
rere Offnungsports (6) auf einer Seite (3a) der zwei
Seiten zum Einsetzen und Befestigen der mehreren
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Warmelbertragungsleitungen (4) aufweisen,

wobeider Warmetauscher (1) so ausgebildetist,
dass sich die mehreren Warmetbertragungslei-
tungen (4) und die mehreren Rippen (2) mitein-
ander kreuzen,

dadurch gekennzeichnet, dass drei Warmed-
bertragungsleitungen der mehreren Warmeu-
bertragungsleitungen (4) an beiden En-
dabschnitten und einem Zentrumsabschnitt an
den Offnungsports (6) in einem Zustand befes-
tigt sind, in dem diese von den einen Seiten (3a)
der mehreren Rippen (2)in Richtung der AuRen-
seite der mehreren Rippen (2) vorstehen und
raumliche Abschnitte aufweisen, die zu Liicken
werden, wobei tiefste Abschnitte (6a) der Off-
nungsports (6) der einen Seite (3a) der Rippe
(2) gegentberliegen.

Warmetauscher (1) nach Anspruch 1, wobei die
Warmelbertragungsleitung (4) eine Flachleitung (4)
ist.

Warmetauscher (1) nach einem der Anspriiche 1 bis
2, wobei die Tiefenabmessungen in den mehreren
Offnungsports (6) von der einen Seite (3a) der Rippe
(2) aus alle die gleiche Abmessung aufweisen.

Warmetauscher (1) nach einem der Anspriiche 1 bis
3, wobei auf einer anderen Seite (3b) der zwei Seiten
der Rippe (2) vertiefte Abschnitte (6b) an Positionen
gegeniiberliegend zu den Offnungsports (6) ausge-
bildet sind.

Klimaanlage, umfassend den Warmetauscher (1)
nach einem der Anspriiche 1 bis 4.

Verfahren zur Herstellung eines Warmetauschers
(1), der mehrere Warmelbertragungsleitungen (4)
und mehrere Rippen (2) aufweist, die jeweils zwei
gegeniiberliegende Seiten und mehrere Offnungs-
ports (6) auf einer Seite (3a) der zwei Seiten zum
Einsetzen und Befestigen der mehreren Warmedi-
bertragungsleitungen (4) aufweisen, wobei der War-
metauscher (1) so ausgebildetist, dass sich die meh-
reren Warmeulbertragungsleitungen (4) und die
mehreren Rippen (2) miteinander kreuzen,
dadurch gekennzeichnet, dass

das Verfahren umfasst:

Anordnen der mehreren Warmeubertragungs-
leitungen (4) parallel zueinander auf einem War-
meubertragungsleitung-Positionierungsele-
ment (10) in Form einer flachen Platte;
Einpassen der Offnungsports (6) der mehreren
Rippen (2) uber die mehreren Warmelbertra-
gungsleitungen (4), die auf dem Warmetubertra-
gungsleitung-Positionierungselement (10) an-
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geordnet sind;

Positionieren der einen Seiten (3a) der mehre-
ren Rippen (2), um von Positionen in dem War-
meubertragungsleitung-Positionierungsele-
ment (10), wo die mehreren Warmeubertra-
gungsleitungen (4) angeordnet sind, separiert
zu sein; und

Verloten der mehreren Warmetbertragungslei-
tungen (4) und der mehreren Rippen (2),
wobei die mehreren Warmeubertragungsleitun-
gen (4) an den Offnungsports (6) in einem Zu-
stand befestigt werden, indem sie vonden einen
Seiten (3a) der mehreren Rippen (2) in Richtung
der AuRenseite der mehreren Rippen (2) vor-
stehen.

Verfahren zur Herstellung eines Warmetauschers
(1), der mehrere Warmeubertragungsleitungen (4)
und mehrere Rippen (2) aufweist, die jeweils zwei
gegeniiberliegende Seiten und mehrere Offnungs-
ports (6) auf einer Seite (3a) der zwei Seiten zum
Einsetzen und Befestigen der mehreren Warmeu-
bertragungsleitungen (4) aufweisen, wobei der War-
metauscher (1) so ausgebildetist, dass sich die meh-
reren Warmedubertragungsleitungen (4) und die
mehreren Rippen (2) miteinander kreuzen,
dadurch gekennzeichnet, dass

das Verfahren umfasst:

Anordnen der mehreren Rippen (2) parallel auf
einer Flachleitung-Einsetzvorrichtung (16);
Einpassen der mehreren Warmedubertragungs-
leitungen (4) in die Offnungsports (6) der meh-
reren Rippen (2);

Anordnen eines Teils der mehreren Warmeu-
bertragungsleitungen (4) auf vorstehenden Ab-
schnitten der Flachleitung-Einsetzvorrichtung
(16), um einen Héhenunterschied zu den War-
meubertragungsleitungen (4) zu realisieren, die
nicht zu dem Teil der Warmeubertragungslei-
tungen (4) gehoéren; und

Verloten der mehreren Warmetbertragungslei-
tungen (4) und der mehreren Rippen (2),
wobei mindestens zwei der mehreren Warme-
ibertragungsleitungen (4) an den Offnungs-
ports (6) in einem Zustand befestigt werden, in
dem sie von den einen Seiten (3a) der mehreren
Rippen (2) in Richtung der AuRenseite der meh-
reren Rippen (2) vorstehen und rdumliche Ab-
schnitte aufweisen, die zu Liicken werden, wo-
bei die tiefsten Abschnitte (6a) der Offnungs-
ports (6) der einen Seite (3a) der Rippe (2) ge-
genuberliegen.

8. Verfahren zur Herstellung eines Warmetauschers

(1) nach Anspruch 6 oder 7, ferner umfassend:

Ausbilden von Langléchern (32) in einem blat-
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tdhnlichen Bandmaterial (30) bei der Herstel-
lung der mehreren Rippen (2); und

Schneiden des Bandmaterials (30) an einer Po-
sition, die durch die Langlécher (32) verlauft.

Revendications

Echangeur de chaleur (1) comportant plusieurs tu-
bes de transfert de chaleur (4) et plusieurs ailettes
(2) ayant chacune deux cotés opposés et plusieurs
orifices d’ouverture (6) sur un coété (3a), des deux
cbtés, pour insérer et fixer les plusieurs tubes de
transfert de chaleur (4),

I'échangeur de chaleur (1) étant formé de telle
sorte que les plusieurs tubes de transfert de cha-
leur (4) et les plusieurs ailettes (2) se croisent,
caractérisé en ce que trois plusieurs tubes de
transfert de chaleur, parmi les plusieurs tubes
de transfert de chaleur (4), au niveau des deux
portions d’extrémité et d’'une portion centrale
sont fixés aux orifices d’ouverture (6) dans un
état faisant saillie des uns cétés (3a) des plu-
sieurs ailettes (2) vers I'extérieur des plusieurs
ailettes (2) et ayant des portions spatiales, qui
deviennent des espaces, avec des portions les
plus profondes (6a) des orifices d’ouverture (6)
opposées au un cété (3a) de lailette (2).

Echangeur de chaleur (1) selon la revendication 1,
dans lequel le tube de transfert de chaleur (4) est un
tube plat (4).

Echangeur de chaleur (1) selon I'une quelconque
desrevendications 1a 2, dans lequel les dimensions
de profondeur dans les plusieurs orifices d’ouverture
(6) a partir du un coté (3a) de l'ailette (2) sont toutes
d’'une méme dimension.

Echangeur de chaleur (1) selon I'une quelconque
des revendications 1 a 3, dans lequel, sur un autre
c6té (3b), des deux cétés de l'ailette (2), des portions
en retrait (6b) sont formées sur des positions oppo-
sées aux orifices d’ouverture (6).

Appareil de climatisation comportant 'échangeur de
chaleur (1) selon I'une quelconque des revendica-
tions 1 a 4.

Procédé de fabrication d’'un échangeur de chaleur
(1), quicomporte plusieurs tubes de transfertde cha-
leur (4) et plusieurs ailettes (2) ayant chacune deux
cbtés opposés et plusieurs orifices d'ouverture (6)
sur un c6té (3a) des deux cotés, pour insérer et fixer
les plusieurs tubes de transfert de chaleur (4),
I'échangeur de chaleur (1) étant formé de telle sorte
que les plusieurs tubes de transfert de chaleur (4)
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et les plusieurs ailettes (2) se croisent,
caractérisé en ce que
le procédé comprend :

le placement des plusieurs tubes de transfert de
chaleur (4) en paralléle sur un élément de posi-
tionnement de tube de transfert de chaleur (10)
en forme de plaque plate ;

le montage des orifices d’ouverture (6) des plu-
sieurs ailettes (2) sur les plusieurs tubes de
transfert de chaleur (4) placés sur I'élément de
positionnement de tube de transfert de chaleur
(10);

le positionnement des uns cétés (3a) des plu-
sieurs ailettes (2) de maniere a les séparer des
positions dans I'’élément de positionnement de
tube de transfert de chaleur (10) ou sont placés
les plusieurs tubes de transfertde chaleur (4) ; et
le brasage des plusieurs tubes de transfert de
chaleur (4) et des plusieurs ailettes (2),

dans lequel les plusieurs tubes de transfert de
chaleur (4) sont fixés aux orifices d’ouverture (6)
dans un état faisant saillie des uns cotés (3a)
des plusieurs ailettes (2) vers I'extérieur des plu-
sieurs ailettes (2).

Procédé de fabrication d’'un échangeur de chaleur
(1), quicomporte plusieurs tubes de transfert de cha-
leur (4) et plusieurs ailettes (2) ayant chacune deux
cbtés opposeés et plusieurs orifices d’ouverture (6)
sur un coteé (3a) des deux cotés, pour insérer et fixer
les plusieurs tubes de transfert de chaleur (4),
I’échangeur de chaleur (1) étant formé de telle sorte
que les plusieurs tubes de transfert de chaleur (4)
et les plusieurs ailettes (2) se croisent,

caractérisé en ce que

le procédé comprend :

la disposition des plusieurs ailettes (2) en paral-
léle sur un gabarit d’insertion de tube plat (16) ;
le montage des plusieurs tubes de transfert de
chaleur (4) dans les orifices d’ouverture (6) des
plusieurs ailettes (2) ;

le placement d’une partie des plusieurs tubes
de transfert de chaleur (4) sur les portions
saillantes du gabarit d’'insertion de tube plat (16)
pour créer une différence de hauteur par rapport
aux tubes de transfert de chaleur (4) autres que
la partie des tubes de transfertde chaleur (4) ; et
le brasage des plusieurs tubes de transfert de
chaleur (4) et des plusieurs ailettes (2),

dans lequel au moins deux des plusieurs tubes
de transfert de chaleur (4) sont fixés aux orifices
d’ouverture (6) dans un état faisant saillie des
uns cbtés (3a) des plusieurs ailettes (2) vers I'ex-
térieur des plusieurs ailettes (2), et présentant
des portions spatiales, qui deviennent des es-
paces, avecdes portions les plus profondes (6a)
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des orifices d’ouverture (6) opposées au un coté
(3a) de lailette (2).

8. Procédé de fabrication d’'un échangeur de chaleur
(1) selon la revendication 6 ou 7, comprenant en 5
outre :

la formation de longs trous (32) dans un maté-

riau de cerceau du type feuille (30) lors de la
fabrication des plusieurs ailettes (2) ; et 10
le découpage du matériau de cerceau (30) au
niveau d’une position passant parles trous longs
(32).
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